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1571 ABSTRACT

A cigarette. manufacturing machine has a first tobacco
band for forming a cut tobacco layer by attracting cut
tobacco, a folding stack for folding the cut tobacco
layer from the first tobacco band into layer portions and
piling the layer portions on one another in the direction
of delivery of the cut tobacco layer to form a cut to-
bacco train, a second tobacco band for receiving the
formed cut tobacco train by suction from the folding
stack and transporting the received cut tobacco train, a
wrapping section for forming a cigarette rod in a man-
ner such that the cut tobacco train 1s wrapped in a paper
web, and a cutting section for cutting the formed ciga-
rette rod into individual cigarettes. The method of

forming the cigarette using this apparatus is also de-
scribed.

16 Claims, 6 Drawing Sheets
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SYSTEM AND A METHOD FOR
MANUFACTURING CIGARETTES

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates to a system and a
method for manufacturing cigarettes, suited for the
manufacture of cigarettes of higher hardness.

2. Description of the Related Art

In general, a cigarette manufacturing machine com-
prises a cut tobacco supply section, a wrapping section,
and a cutting section. The wrapping section is supplied
with a paper web, which travels in one direction in the
wrapping section. The supply section feeds cut tobacco
onto the paper web at the starting end of the wrapping
section. As the cut tobacco, along with the paper web,
passes through the wrapping section, it is wrapped in
the web to form a continuous cigarette rod. Thereafter,
the formed cigarette rod is delivered from the wrapping
section 1o the cutting section. As it passes through the
cutting section, the cigarette rod is cut into individual
cigarettes with a predetermined length.

An example of the supply section of a cigarette manu-
facturing machine is disclosed in Jpn. Pat. Appln.
KOKOKU Publication No. 40-14560. This conven-
tional supply section is provided with an endless suction
band, that is, a tobacco band as it is called. The tobacco
band extends toward the wrapping section, and has one
surface formed as a suction surface. Cut tobacco is at-
tracted in a layer to the suction surface of the tobacco
band. As the tobacco band travels, the cut tobacco layer
"1s transported toward the wrapping section. The to-
bacco layer 1s released from the attraction at the starting
end of the wrapping section, whereupon the cut to-
bacco 1s continuously fed from the tobacco band onto
the paper web at the wrapping section.

As shown in FIG. 1, a cut tobacco layer T is formed
of individual tobacco shreds K7 which are stacked on a
suction surface of a tobacco band 1. Thereafter, the
tobacco shred K rof the layer is fed onto a paper web at
the wrapping section.

As the paper web 2, along with the tobacco shreds
K 7, passes through the wrapping section, it is first bent
in the shape of a U, as shown in FIG. 2. Thereafter, both
sides of the U-shaped web 2 are successively bent in a
circular arc, whereupon a continuous cigarette rod is
formed.

FIG. 3 shows a filter cigarette which is formed of a
cigarette obtained by cutting the cigarette rod and a
filter connected to the cigarette. FIG. 4 shows an end
face of the filter cigarette. In FIGS. 3 and 4, reference
numeral 3 denotes a lap portion which combines both
side edges of the paper web 2.

As 1s evident from the foregoing description of the
process for forming the cigarette rod, the tobacco
shreds K7 on the paper web 2 are kept substantially in
layers even though they are wrapped in the web 2.
Also, most of the tobacco shreds K rin the cigarette are
oriented in one direction.

More specifically, most of the tobacco shreds K rare
obtained by cutting tobacco leaves. As shown in the
exaggerated view of FIG. §, these tobacco shreds K7
are rectangular fragments each having a pair of long
sides K7, with a length 1. and a pair of short sides K,
with a length S.

Most of these fragments K rtend to be attracted to the
tobacco band 1 with an orientation such that their re-
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spective long sides K. extend along the traveling direc-
tion of the tobacco band 1. As shown in FIGS. 1 and 2,
therefore, most of the stacked fragments K7 are ori-
ented so that their short sides K. extend parallel to the
cross section of the tobacco band 1 or the paper web 2,
and their long sides K, at right angles to the cross sec-
tion.

As viewed from the end face of the cigarette shown
in FIG. 4, most of the individual tobacco shreds K rare
wrapped in the paper web 2 in a manner such that their
short sides K. extend parallel to the lap portion 3 of the
cigarette.

The tobacco shreds K7y more easily undergo elastic
deformation when their opposite surfaces K r(see FIG.
§) are subjected to external forces than when their long
and short sides K. and K. receive external forces.

Thus, if the cigarette is subjected to external forces in
the direction A—A, as shown in FIG. 5, these forces act
on the opposite surfaces of most of the tobacco shreds
K r1n the cigarette, so that the outer peripheral surface
of the cigarette is easily deformed.

If the cigarette 1s subjected to external forces in the
direction B—B, on the other hand, these forces act on
the long sides K. of most of the tobacco shreds Krin
the cigarette, so that the outer peripheral surface of the
cigarette cannot be easily deformed.

This hardness characteristic of the cigarette is also
indicated by the result of an experiment. More specifi-
cally, the hardness of the cigarette is 5% higher in the
direction B—B than in the direction A—A.

If the hardness of the cigarette is thus irregular with
respect to the circumferential direction thereof, the

outer peripheral surface of the cigarette is easily de-
formed.

SUMMARY OF THE INVENTION

The object of the present invention is to provide a
system and a method for manufacturing cigarettes
which have an improved uniform hardness in the cir-
cumferential direction thereof.

The above object is achieved by a manufacturing
system or manufacturing method according to the pres-
ent mvention. The manufacturing system comprises: a
cut tobacco supply section including first supply means
having a first suction surface traveling in one direction,
whereby cut tobacco is attracted in a layer to the first
suction surface and the attracted cut tobacco layer is
delivered continuously as the first suction surface trav-
els, folding/forming means for folding the cut tobacco
layer from the first supply means into layer portions and
piling the layer portions on one another in the direction
of delivery of the cut tobacco layer to form a cut to-
bacco train, and second supply means having a second
suction surface traveling in the one direction, whereby
the cut tobacco train 1s attracted from the folding/form-
ing means to the second suction surface and the at-
tracted cut tobacco train is delivered continuously as
the second suction surface travels; wrapping means for
forming a continuous cigarette rod in a manner such
that the cut tobacco train from the second suction sur-
face is received on a paper web traveling in the one
direction and is wrapped in the paper web; and cutting
means for cutting the formed cigarette rod into individ-
ual cigarettes.

‘The manufacturing method of the present invention
comprises: a cut tobacco supply step including a first
supply process for forming a layer of cut tobacco by
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suction and continuously delivering the formed cut
tobacco layer, a folding/forming process for folding the
delivered cut tobacco layer into layer portions and
piling the layer portions on one another in the direction
of delivery of the cut tobacco layer to form a cut to-
bacco train, and a second supply process for receiving
the formed cut tobacco train by suction and continu-
ously delivering the attracted cut tobacco train; a wrap-
ping step for forming a continuous cigarette rod from
the cut tobacco train and a paper web; and a cutting step
for cutting the formed cigarette rod into individual
cigarettes.

Concretely, the folding/forming means of the in-
cludes a folding passage horizontally extending be-
tween the first supply means and the second supply
means, and the first supply means delivers the cut to-
bacco layer into the folding passage at a predetermined
initial velocity.

Preferably, in the manufacturing system and the man-
ufacturing method described above, the cut tobacco
layer is compressed. In the manufacturing system,
moreover, the folding/forming means includes a tunnel-
shaped passage which extends from the first supply
means to the second supply means.

According to the manufacturing system and the man-
ufacturing method described above, the cut tobacco
layer is folded into layer portions, and the layer portions
are piled on one another to form the cut tobacco train.
Therefore, the individual tobacco shreds in the cut
tobacco train are stacked in layers in the lengthwise
direction of the tobacco train.

When the cut tobacco train thus formed is wrapped in
‘the paper web to form the continuous cigarette rod, the
tobacco shreds in the cigarette rod extend at right an-
gles to the paper web or wrapper, so that the circumfer-
ential hardness of the cigarette rod is uniform and
higher than that of a conventional cigarette rod.

If the required hardness is substantially equal to that
of the conventional cigarette rod, the quantity of the
tobacco shreds in the cigarette rod, that is the fill of the
tobacco shreds, can be reduced.

Hardened cigarettes are obtained by cutting the
formed cigarette rod, thereafter.

BRIEF DESCRIPTION OF THE DRAWINGS

The present invention will become more fully under-
stood from the detailed description given herein below
and the accompanying drawings which are given by
way of illustration only, and thus, are not limitative of
the present invention, and wherein:

FIG. 1 is a view showing cut tobacco attracted in a
layer to a tobacco band;

FIG. 2 is a view showing the paper web of FIG. 1
bent in the shape of a U;

FIG. 3 is a perspective view of a filter cigarette man-
ufactured by the conventional method:

FIG. 4 is an end view of the filter cigarette shown in
FIG. 3;

FIG. § is an enlarged perspective view of a tobacco
shred;

FIG. 6 is a schematic view showing a cigarette manu-
facturing machine according to one embodiment of the
present invention;

FIG. 7 is an enlarged perspective view showing a
terminal end portion of a first tobacco band in a supply
section of FIG. 6;

FIG. 8 is a vertical sectional view of the part shown
in FIG. 7;
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4

FIG. 9 is an enlarged view of a region IX shown in
FIG. 8;

FIG. 10 is an enlarged sectional view showing a start-
ing end portion of a second tobacco band in the supply
section; -

FIG. 111s a sectional view taken along line XI—XI of
FIG. §;

FIG. 12 1s an enlarged view of a region XII shown in
FI1G. 10; and

FIG. 13 is an end view of a cigarette manufactured by

means of the cigarette manufacturing machine shown in
FIG. 6.

DETAILED DESCRIPTION OF THE
PREFERRED EMBODIMENT

A cigarette manufacturing machine shown in FIG. 6
comprises a cut tobacco supply section 10, wrapping
section 12, and a cutting section 13. These sections 10,
12 and 13 are arranged successively from right to left of
FIG. 6.

The supply section 10 includes a chimney 14, and
tobacco shreds are introduced into the chimney 14
through a supply drum (not shown). The introduced
tobacco shreds are sucked in together with air, and
ascend in the chimney 14.

A top opening of the chimney 14 is closed by a first
tobacco band 16, which extends toward the wrapping
section 12. The band 16 is formed of an endless suction
belt, which is formed having a number of suction holes
(not shown). The first tobacco band 16 is passed around
and between a pair of drums 18, and is run in the direc-
tion of the arrow of FIG. 6 at a predetermined traveling
speed V.

The tobacco shreds, ascending together with air in
the chimney 14, are attracted in a layer to the underside
of the first tobacco band 16, whereby a cut tobacco
layer with a predetermined thickness is formed on the
band 16. As the first tobacco band 16 travels, the to-
bacco layer is transported from the chimney 14 to the
wrapping section 12.

The cut tobacco layer on the first tobacco band 16 is
formed in the same manner as the cut tobacco layer T
on the tobacco band 1 shown in FIG. 1. However, the
traveling speed V1 of the first tobacco band 16 is N
times (e.g., five times) as high as that of the tobacco
band 1 of FIG. 1. Therefore, the tobacco band 16 moves
on the chimney 14 in a shorter period of time than the
tobacco band 1, so that the tobacco layer on the band 16
is about one- N’th as thick as the tobacco layer Tz on
the band 1.

The traveling speed of the tobacco band 1 is set on
the basis of the quantity of cut tobacco to be supplied to
a paper web 2.

A tobacco drum may be used in place of the first
tobacco band 16. In this case, the outer peripheral sur-
face of the tobacco drum is formed as a suction surface.

An endless press belt 20 underlies the terminal end
portion of the first tobacco band 16. The belt 20, which
is situated right under the band 16, is passed around and
between a pair of rollers 22. The roller 22 on the left of
the press belt 20, as in FIG. 6, is situated right under the
drum 18 of the first tobacco band 16.

The press belt 20 is run at a speed equal to the travel-
ing speed V' of the first tobacco band 16. The traveling
direction of the belt 20 is opposite to that of the band 16.
Thus, those portions of the band 16 and the belt 20
which face each other travel in the same direction and
at the same speed.
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The press belt 20 has a width equal to that of the first
tobacco band 16. The distance between the belt 20 and
the band 16 is a little shorter than the thickness of the
cut tobacco layer formed on the belt 16.

The press belt 20 is vertically movable with respect to
the first tobacco band 16, so that the distance between
the belt 20 and the band 16 is adjustable, and a jam, if
any, of the tobacco layer between the belt 20 and the
band 16 can be removed.

Located on the left of the combination of the first
tobacco band 16 and the press belt 20, as in FIG. 6, is an
endless second tobacco band 26 which is connected to
the wrapping section 12. The first and second tobacco
bands 16 and 26 are connected to each other by means
of a folding stack 24 for the cut tobacco layer.

The second tobacco band 26, like the first tobacco
band 16, 1s formed of a suction belt, and is passed around
and between a pair of drums 28. The traveling speed V
of the second tobacco band 26 is adjusted to one-N’th of
the traveling speed V of the first tobacco band 16. As
mentioned later, the second tobacco band 26 continu-
ously receives a cut tobacco train from the folding stack
24 and attracts the cut tobacco train on the underside
thereof.

The second tobacco band 26 is provided with a trim-
ming disk 30, which regulates the thickness of the cut
tobacco train attracted to the band 26 as it rotates. Thus,
trimmed cut tobacco train is fed from the second to-
bacco band 26 to the wrapping section 12.

As seen from FIG. 7, the folding stack 24 includes a
pair of side belts 32. Each side belt 32 is an endless
_suction belt which is passed around and between a pair
of rollers 34. The respective axes of the rollers 34, un-
like those of the drums 18 and 28 and the rollers 22,
extend vertically. Thus, the paired side belts 32 extend
parallel to each other between the first and second to-
bacco bands 16 and 26 so as to have their respective
vertical belt surfaces facing each other.

The paired side belts 32 travel at a speed equal to the
traveling speed V3 of the second tobacco band 26 in a
manner such that the aforesaid belt surfaces move from
the first tobacco band 16 toward the second band 26, as
indicated by the arrows in FIG. 7.

A distance equal to the width of each of the first and
second tobacco bands 16 and 26 is secured between the
paired side belts 32, and the width of each side belt 32 is
set to be about N times the thickness of the cut tobacco
layer formed on the first tobacco band 16.

As shown in FIG. 6, a lower plate 38 and an upper
plate 39 are arranged right over and under the side belts
32, respectively. These plates 38 and 39 extend from the
first tobacco band 16 toward the second tobacco band
26. More specifically, as shown in FIG. 10, the upper
plate 39 extends to the point just short of the starting
end portion of the second tobacco band 26, while the
lower plate 38 has an extension portion 38¢ which un-
derlies the starting end portion of the band 26 with an
overlap of a predetermined length.

‘The aforesaid belt surfaces of the paired side belts 32
and the lower and upper plates 38 and 39 form walls
which define a folding passage 36 which extends be-
tween the first and second tobacco bands 16 and 26. The
passage 36 has a rectangular cross section.

‘The height of the folding passage 36, which depends
on the width of each side belt 32, is about N times the

thickness of the cut tobacco layer formed on the first
tobacco band 16.
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A passage or opening between the first tobacco band
16 and the press belt 20 is situated on the level of the
upper portion of the folding passage 36.

That one of the side belts 32 which is situated to the
front side of the cigarette manufacturing machine is
movable toward and away from the other side belt.
Thus, the width of the folding passage 36 can be ad-
Justed, and the jammed cut tobacco in the passage 36
can be removed.

The first tobacco band 16, press belt 20, second to-
bacco band 26, and side belts 32 are driven by a drive
system of the cigarette manufacturing machine with the
aid of a power transmission system including gear belts
and the like, or are driven individually by electric mo-
1ors.

The second tobacco band 26 and the folding stack 24
may be replaced individually with perforated suction
drums. In this case, the suction drum for the folding
stack 24 is formed having an arcuate folding passage on
part of its outer peripheral surface.

The following is a description of a cut tobacco supply
method carried out by means of the aforementioned
supply section 10.

As the first tobacco band 16 travels, a cut tobacco
layer Trp thereon is first transported to the folding
stack 24, as shown in FIG. 8. At this time, most of
tobacco shreds K7 which form the tobacco laver Tr g
tend to be attracted in the aforesaid manner so that their
respective long sides Ky extend along the traveling
direction of the first tobacco band 16, as shown in FIG.
9.

After the cut tobacco layer Tz g on the first tobacco
band 16 is compressed between the band 16 and the
press belt 20, 1t is released from the attraction by the
band 16. Thus, the cut tobacco layer Trgy, which is
transported as the tobacco band 16 travels, is delivered
from between the band 16 and the belt 20 into the fold-
ing stack 24 or the folding passage 36.

Since the cut tobacco layer Trg is compressed, its
individual tobacco shreds K rare intertwined with one
another. Thus, the tobacco layer T gare delivered into
the folding passage 36 while maintaining its shape.

As mentioned before, the height of the folding pas-
sage 36 is about N times the thickness of the cut tobacco
layer Ty, the passage between the first tobacco band
16 and the press belt 20 is situated on the level of the
upper portion of the passage 36 and the speed of the
folding passage 36 or the side belts 32 is set to one-N’th
of the traveling speed of the first tobacco band 16. Ac-
cordingly, the tobacco layer T g delivered from be-
tween the band 16 and the belt 20 dives into the folding
passage 36 at the initial velocity V1 and vertically undu-
lates like waves in the folding passage 36, as shown in
FIG. 8. However, the amplitude of the undulation of
the tobacco layer Tr g is regulated by the lower and
upper plates 38 and 39 which constitute the lower and
upper walls, respectively, of the passage 36.

In the folding passage 36, therefore, the cut tobacco
layer T1 g advances with alternate turns L, of a prede-
termined length. As shown in FIG. 10, therefore, these
layer turns L, securely pile in intimate contact with one
another in their advancing direction at the terminal end
portion of the folding passage 36, whereupon the cut
tobacco train Lg is formed including the layer turns L,
continuous with one another.

Meanwhile, the respective belt surfaces of the paired
side belts 32, which form the opposite side walls of the
folding passage 36, attract the layer turns L, from both
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sides, as shown in FIG. 11, and travel in the same direc-
tion as the first tobacco band 16 at the speed V3 lower
than the traveling speed Viof the band 16. Thus, the
side belts 32 prevent the advancing speed of the layer
turns L in the folding passage 36 from suddenly drop-
ping, and forms the cut tobacco train L with stability.
Further, the belts 32 transports the formed tobacco
train L g from the folding passage 36 toward the second
tobacco band 26.

The higher the traveling speed Vi of the first tobacco
band 16, the thinner the cut tobacco layer Tz formed
on the band 16 and the individual layer turns L, forming
the cut tobacco train L g will be. As a result, the number
of layer turns L, per unit length of the tobacco train Lg
can be increased. If the tobacco layer Tz y is too thin,
however, the tobacco train L g cannot be formed. Thus,
the traveling speed V) of the first tobacco band 16
should be set properly.

Although the traveling speed V; of the first tobacco
band 16 and the press belt 20 is N times as high as the
traveling speed V3 of the paired side belts 32, as men-
tioned before, the width of each side belt 32, that is, the
height of each side wall of the folding passage 36, is
about N times the thickness of the cut tobacco layer

10
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20

Trn. Therefore, the delivery of the tobacco layer Tr g 25

from the first tobacco band 16 is equal to the delivery of

the cut tobacco train Lzfrom the folding passage 36.
Thus, the tobacco train Lz can be steadily supplied to
the second tobacco band 26 in a manner such that it is
guided by the lower plate 38 of the folding stack 24.

Since the second tobacco band 26 is run at the travel-
ing speed V2 which is equal to the traveling speed of the
-side belts 32, the cut tobacco train Lg, delivered from
the folding passage 36 and supported on the lower plate
38, are securely attracted to the second tobacco band
26. As the band 26 travels, therefore, the tobacco train
LR 1s transported toward the aforesaid wrapping sec-
tion 12. In doing this, the tobacco train Ly passes
through the trimming disk 30, and is trimmed as the disk
30 rotates. |

As is evident from the foregoing description, the cut
tobacco train LR is formed by piling the layer turns L,
on one another in the advancing direction thereof, so

that the long sides K. of most of the tobacco shreds K7

30

35

are not parallel to the suction surface of the second 45

tobacco band 26, but extend vertically, as shown in
FIG. 12. Thus, the tobacco train I g constitutes a stack
in which the respective surfaces of most of the tobacco
shreds K 7pile on one another in the traveling direction
of the suction of the second tobacco band 26.
Thereafter, the cut tobacco train Lg is transferred
from the second tobacco band 26 to the paper web 2 in
the wrapping section 12. In this section 12, a cigarette
rod 1s continuously formed from the paper web 2 and
the tobacco train Lg in the conventional manner.
More specifically, the wrapping section 12 is pro-
vided with an endless garniture tape 40 which is used
for the transportation of the paper web 2 and the forma-
tion of the cigarette rod, as shown in FIG. 6. When the

20

93

garniture tape 40 is run in the direction of the arrow of 60

FIG. 6, the paper web 2 paid out from a web roll (not
shown) passes the wrapping section 12 in a manner such
that it 1s put on the tape 40.

When the cut tobacco train Lg on the paper web 2
passes a rod mold 42 of the wrapping section 12, the
paper web 2 1s bent in the shape of a U, and a paste is
applied to one side edge of the U-shaped paper web 2 by
‘means of a paste applicator 44. Thereafter, both sides of

65
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the U-shaped web 2 are successively bent in a circular
arc, and are lapped to be bonded to each other, whereby
a continuous cigarette rod is formed.

As the formed cigarette rod passes a dryer 46 located
between the wrapping section 12 and a cutting device
48 1n the cutting section 13, its paste-covered portion is
dried. The cutting device 48 cuts the cigarette rod into
individual cigarettes with a predetermined length.

Since most of the tobacco shreds K7 of the cut to-
bacco train L g on the paper web 2 extend at right angles
to the web 2, the tobacco shreds K 7in the cigarette rod
formed in the aforesaid manner are arranged radially on
a cross section of the rod, as shown in FIG. 13.

Accordingly, the formed cigarette rod or each ciga-
rette has a uniform hardness with respect to its circum-
ferential direction, and is harder than a conventional
cigarette.

Thus, the cigarettes manufactured by means of the
cigarette manufacturing machine of the present inven-
tion have an increased strength against external force,
and cannot be easily deformed.. Also, the external ap-
pearance of the cigarettes can be maintained despite the
execution of a process for manufacturing filter ciga-
rettes by attaching a filter to each cigarette and a pro-
cess for encasing the filter cigarettes.

If a hardness substantially equal to that of the conven-
ttonal cigarettes is permitted, the fill of the cut tobacco
in each cigarette obtained according to the present
invention can be made smaller than that for each con-
ventional cigarette, so that the manufacturing cost can
be reduced.

It 1s to be understood that the present invention is not
limited to the one embodiment described above, and
that various changes and modifications may be effected
therein by one skilled in the art without departing from
the scope or spirit of the invention. In the above-
described embodiment, for example, the folding passage
36 of the folding stack 24 is defined by the pair of side
belts 32 and the pair of plates 38 and 39. However, these
members may be replaced with a fixed member having
the folding passage 36 defined therein. Preferably, in
this case, the inner surface of the passage 36 should be
smooth enough to guide the cut tobacco train satisfacto-
rily in sliding motion as the tobacco train is formed.

What is claimed is:

1. A cigarette manufacturing system comprising:

a cut tobacco supply section including first supply
means having a first suction surface travelling in
one direction having means for attracting cut to-
bacco in a layer to the first suction surface and
delivering the attracted cut tobacco layer continu-
ously as the first suction surface travels, folding
means for folding the cut tobacco layer from the
first supply means into layer portions and piling the
layer portions on one another in the direction of
delivery of the cut tobacco layer to form a cut
tobacco train, and second supply means having a
second suction surface traveling in the one direc-
tion having means for attracting the cut tobacco
train from the folding means to the second suction
surface and delivering the attracted cut tobacco
train continuously as the second suction surface
travels;

wrapping means for forming a continuous cigarette
rod in a manner such that the cut tobacco train
from the second suction surface is received on a
paper web traveling in the one direction and is
wrapped in the paper web; and
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cutting means for cutting the formed cigarette rod

into individual cigarettes.

2. A system according to claim 1, wherein said fold-
Ing means includes a folding passage horizontally ex-
tending from the first supply means to the second sup- 5
ply means and having a height Greater than the thick-
ness of the cut tobacco layer formed on the first suction
surface, the cut tobacco layer diving from said first
supply means into the folding passage at a predeter-
mined initial velocity.

3. A system according to claim 2, wherein said fold-
ing passage is defined by a bottom wall, a top wall, and
a pair of side walls, and has a rectangular cross section.

4. A system according to claim 3, wherein the pair of
side walls of said folding passage are movable walls 15
traveling from the first supply means toward the second
supply means.

3. A system according to claim 4, wherein each said
movabie wall 1s formed of an endless belt.

6. A system according to claim 4, wherein each said 20
movable wall 1s formed of an endless suction belt.

7. A system according to claim 6, wherein each said
movable wall travels at a speed lower than the speed of
the first suction surface of the first supply means and
equal to the speed of the second suction surface of the 25
second supply means.

8. A system according to claim 7, wherein said first
suction surface has a traveling speed N, N being a num-
ber greater than 1, times that of the second suction
surface when the thickness of the cut tobacco layer
formed on the first suction surface is equal to one-N’th
of the height of the folding passage.

- 9. A system according to claim 7, wherein the bottom
wall of said folding passage includes an extension por-
tion overlapping with the second suction surface.

10. A system according to claim 2, wherein said first
supply means includes an opening through which the
cut tobacco layer is delivered, the opening being situ-
ated to an upper portion of the folding passage.
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11. A system according to claim 1, wherein said first
supply means includes compression means for com-
pressing the cut tobacco layer against the first suction
surface.

12. A system according to claim 11, wherein said first
supply means includes an endless tobacco band consti-
tuting the first suction surface, and said compression
means 1ncludes an endless press belt located at a prede-
termined distance from the first suction surface of the
tobacco band.

13. A cigarette manufacturing method comprising;:

a cut tobacco supply step including a first supply
process for forming a layer of cut tobacco by suc-
tion and continuously delivering the formed cut
tobacco layer, a folding process for folding the
delivered cut tobacco layer into layer portions and
pliing the layer portions on one another in the
direction of delivery of the cut tobacco layer to
form a cut tobacco train, and a second supply pro-
cess for receiving the formed cut tobacco train by
suction and continuously delivering the attracted
cut tobacco train;

a wrapping step for forming a continuous cigarette

rod from the cut tobacco train and a paper web;
and

a cutting step for cutting the formed cigarette rod

into individual cigarettes.

14. A method according to claim 13, wherein said
folding process is executed by diving the cut tobacco
layer with a predetermined initial velocity.

15. A method according to claim 13, wherein said
supply step further includes a compression process for
compressing the formed cut tobacco layer to reduce the
thickness of the tobacco layer.

16. A method according to claim 14, wherein said
first supply process includes delivering the cut tobacco

layer at a first speed higher than a speed of delivery of

the cut tobacco train.
*x - * * X
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